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(54) PRODUCTION OF INSERT SHEET AND INSERT MOLDINGS 

(57)Abstract 

PURPOSE: To obtain a method of producing an insert sheet and an 
insert molding by which good dimensional stability is ensured and 
fine Irreguralities, such as grain, of an injection mold can be easily 
formed. 

CONSTITUTION: A substrate sheet is formed by laminating a 50//m 
thick acrylic rubber film as a low-temperature deforming resin layer 
10 on a 130//m thick polycarbonate resin film as a high-temperature 
deforming resin layer 1 1 . A pattern layer and an adhesive layer are 
formed on the high-temperature deforming resin layer 1 1 by silk 
screen printing. By drying ink, an insert sheet 1 to be performed is 
obtained. The insert sheet 1 is heated and perFormed. and the insert 
sheet 1 is placed In an injection mold 4 provided with fine 
irregularities 41 on a surface forming a cavity 40. An insert molding 
is molded by injecting a molten resin made of an acrylonitrile- 
styrene resin into the cavity. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



[Claim 1] It is equipped with an insertion sheet in injection-molding metal mold, and melting resin is injected in the 
cavity formed by mold closure carrying out of the injection-molding metal mold. In the insertion sheet used by the 
insert molding method which picks out insertion mold goods from injection-molding metal mold after cooling 
solidification of the melting resin is carried out The insertion sheet characterized by carrying out the laminating of 
the pattern layer at least on the elevated-temperature heat deformans resin layer of the base material sheet which 
consists of a layered product with the elevated-temperature heat deformans resin layer which does not deform at 
the time of the low-temperature heat deformans resin layer which deforms at the time of melting resin injection, and 
ink desiccation, but deforms at the time of melting resin injection. 

[Claim 2] The insertion sheet according to claim 1 with which the laminating of the high degree-of-hardness resin 
layer which has a degree of hardness higher than a low-temperature heat deformans resin layer in an opposite side 
is carried out to the field where the base material sheet carried out the laminating of the elevated-temperature heat 
deformans resin layer of a low-temperature heat deformans resin layer. 

[Claim 3] While forming the cavity which can obtain the mold goods of a desired configuration by being mold closure 
carried out to claim 1 or an insertion sheet according to claim 2 The injection-molding metal mold of a pair with 
which minute irregularity, such as a crimp, was formed in the field which forms a cavity is used. First, it equips with 
an insertion sheet in injection-molding metal mold so that melting resin may be injected at the pattern layer side of 
an insertion sheet. The manufacture approach of the insertion mold goods characterized by injecting melting resin 
for injection-molding metal mold in a mold closure meal and a cavity, and picking out insertion mold goods from 
injection-molding metal mold after cooling solidification of melting resin. 



[Translation done.] 



CLAIMS 



[Ciaim(s)] 



http://vvvm4jpdljpo.gojp/cgi-bin/tran^web_cgi„ejue?u=htt^ 2004/09/16 



1/4 ><— V 



* NOTICES * 

Japan Patent Office is not responsible for any 
danages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.4a|QMe shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 




DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of an insertion sheet and insertion mold 
goods formed in the front face of the mold goods used for the front panel of an AV equipment, the instruments 
panel of an automobile, various carbon buttons, etc. 
[0002] 

[Description of the Prior Art] The insertion sheet by which the pattern layer was formed at least in ink on the base 
material sheet from the former. The injection-molding metal mold of the pair which forms the cavity which can 
obtain the mold goods of a desired configuration by being mold closure carried out is used. First the heating preform 
of the insertion sheet is carried out so that it may meet in the shape of [ of desired mold goods ] surface type. It 
equips with an insertion sheet in injection-molding metal mold so that melting resin may be injected at the pattern 
layer side of an insertion sheet. Melting resin is injected for injection-molding metal mold in a mold closure meal and 
a cavity, and there is the so-called insert molding method which picks out insertion mold goods from injection- 
molding metal mold after cooling solidification of melting resin. 

[0003] The low-temperature heat deformans resin which is used for this insert molding method and which deforms 
as a conventional insertion sheet at the time of (1 ) ink desiccation. For example, although deformed at the thing 
which formed the pattern layer and the glue line with printing ink on the base material sheet which consists of 
acrylic rubber etc., or the heating temperature at the time of (2) heating preform At the time of stoving of printing 
ink, and injection molding, there are some which formed the pattern layer and the glue line with printing ink on the 
base material sheet which consists of elevated^emperature heat deformans resin not deforming, for example, 
polycarbonate resin etc. 
[0004] 

[Problem(s) to be Solved by the Invention] 

Since a base material sheet carries out heat deformation at the time of ink desiccation, if the base material sheet 
yvhich consists of low-temperature heat deformans resin of (1) is roiled round with a roll, the dimensional stability of 
a base material sheet of it will be lost, the pattern of a pattern layer will be distorted, it will go out, or the location 
gap of it will be carried out So, in order to solve this problem, how to make thickness of a pattern layer or a glue 
line thin, and to dry ink for a short time, and the method of applying for a long time and drying ink can be considered. 
In the case of the former, a pattern layer will be prepared with gravure, but there is a trouble of not becoming a 
pattern layer or a glue line with a feeling of volume. On the contrary, in the case of the latter, a pattern layer and a 
glue line will be prepared with screen printing, but there is a trouble that become sheet printing and productive 
efficiency worsens. 

[0005] Although heat deformation in alignment with a rough configuration is carried out since the base material 
sheet which consists of elevated-temperature heat deformans resin of (2) is heated over time amount sufficient at 
comparatively an elevated temperature at the time of a heating preform, heat deformation which met in the shape of 
[ of metal mold ] minute toothing is not carried out At the time of melting resin injection, although an insertion 
sheet is comparatively heated at an elevated temperature only for a moment since it is cooled immediately, heat 
deformation of the melting resin is not carried out in the configuration where the base material sheet met the 
minute irregularity of metal mold Therefore, it was difficult for the configuration where the minute irregularity of 
metal mold was met to carry out heat deformation of the base material sheet 

[0006] The purpose of this invention has good dimensional stability, and it is to offer the insertion sheet and the 
manufacture approach of insertion mold goods that minute irregularity, such as a crimp of injection-molding metal 
mold, is formed easily. 
[0007] 

[Means for Solving the Problem] In order to attain the above-mentioned purpose, the insertion sheet of this 
invention It is equipped with an insertion sheet in injection-molding metal mold, and melting resin is injected in the 
cavity formed by mold closure carrying out of the injection-molding metal mold. In the insertion sheet used by the 
insert molding method which picks out insertion mold goods from injection-molding metal mold after cooling 
solidification of the melting resin is carried out It constituted so that the laminating of the pattern layer might be 
carried out at least on the elevated-temperature heat deformans resin layer of the base material sheet which 
consists of a layered product with the elevated-temperature heat deformans resin layer which does not deform at 
the time of the low-temperature heat deformans resin layer which deforms at the time of melting resin injection, and 
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ink desiccation, but deforms at the time of melting resin injection. 
[0008] Moreover, as for the insertion sheet of this invention, the laminating of the high degree-of-hardness resin 
layer to which a base material sheet has a degree of hardness higher than a low-temperature heat deformans resin 
layer in an opposite side with the field which carried out the laminating of the elevated-temperature heat deformans 
resin layer of a low-temperature heat deformans resin layer may be carried out 

[0009] While the manufacture approach of the insertion mold goods this invention forms the cavity which can obtain 
the mold goods of a desired configuration by being mold closure carried out to the insertion sheet of said invention 
of this The injection-molding metal mold of a pair with which minute irregularity, such as a crimp, was formed in the 
field which forms a cavity is used. Rrst, it equipped with the insertion sheet in injection-molding metal mold so that 
melting resin might be injected at the pattern layer side of an inserb'on sheet, melting resin was injected for 
injection-molding metal mold in the mold closure meal and the cavity, and after cooling solidification of melting resin, 
it constituted so that insertion mold goods might be picked out from injection-molding metal mold. 
[0010] Hereafter, this invention is explained to a detail, referring to a drawing. The insertion sheet 1 of this invention 
uses as a base material sheet that to which the laminating of the low-temperature heat deformans resin layer 1 0 
and the elevated-temperature heat defomnans resin layer 1 1 was carried out, and sequential formation of the 
pattern layer 1 2 and the glue line 1 3 is carried out on the elevated-temperature heat deformans resin layer 1 1 (refer 
to drawing 1 ). When the pattern layer 12 has an adhesive property, a glue line 13 is unnecessary. The pattern layer 
1 2 and a glue line 1 3 are formed by print processes, the applying method, etc. 

[001 1] The low-temperature heat deformans resin layer 10 is the thing of the shape of the shape of a sheet which 
consists of thermoplastics which deforms at the time of melting resin injection, and a film. When it is what carries 
out a heating preform and is used as met in the shape of [ of desired mold goods ] surface type before an insertion 
sheet injects melting resin in a cavity, the low-temperature heat deformans resin layer 10 deforms also at the time 
of a heating preform. Low-temperature heat deformans resin has acrylic rubber, styrene resin, vinyl chloride resin, 
polyethylene resin, polypropylene resin, Nylon, ABS plastics, etc.. and thing about 1 00 degrees C or less of heat 
deflection temperature is [ resin ] good. 

[0012] The elevated^emperature heat deformans resin layer 1 1 is the thing of the shape of the shape of a sheet 
which consists of thermoplastics which does not deform at the time of ink desiccation, but deforms at the time of 
melting resin injection, and a film. When it is what carries out a heating preform and is used as met in the shape of 
[ of desired mold goods ] surface type before an insertion sheet injects melting resin in a cavrty. the elevated- 
temperature heat deformans resin layer 1 1 deforms also at the time of a heating preform. Elevated-temperature 
heat deformans resin has thermoplastics, such as polycarisonate resin, polyphenylene ether resin, acetate resin, and 
polyacrylate resin, and thing about 1 00 degrees C or more of heat deflection temperature is [ resin ] good. 
[0013] The laminating of the low-temperature heat deformans resin layer 10 and the elevated-temperature heat 
deformans resin layer 1 1 is good to paste up by various adhesives or joining. 

[0014] The high degree-of-hardness resin layer 20 of the degree of hardness on the low-temperature heat 
deformans resin layer 1 0 with the insertion sheet 1 of this invention more expensive than the low-temperature heat 
deformans resin layer 1 0 may be formed. High degree-of^hardness resin has things beyond pencil degree-of- 
hardness 1 H, such as methylmetaacrylate resin. Alone, the high degree-of-hardness resin layer 20 is resin with the 
high degree of hardness which cannot become the shape of the shape of a sheet, or a film easily, when making it the 
shape of the shape of a sheet, or a film, alone, will be fabricated by the coextrusion process with said low- 
temperature heat deformans resin, and will usually exist as 1 configuration layer of laminated material. 
[001 5] Below, the manufacture approach of insertion mold goods is explained. 

[001 6] First, while forming the cavity 40 which can obtain the mold goods of a desired configuration by being mold 
closure carried out to the above mentioned insertion sheet 1 for preforms, the injection-molding metal mold 4 of a 
pair with which the minute irregularity 41 was formed in the field which forms a cavity 40 is prepared (refer to 
drawing 3 ). In the minute irregularity 41, it is the thing of the irregularity represented with sculpture etc. by the 
crimp formed in the irijection-molding metal mold front face. 

[001 7] And the heating preform of the insertion sheet 1 is carried out so that it may meet in the shape of [ of 
desired mold goods ] surface type as occasion demands. In order to carry out a heating preform, it is good to use a 
heating preform means to fabricate the usual resin sheets, such as hot press shaping equipment using the press 
metal mold which consists of a core mold which has heights, and a cavity mold which has heights and the crevice 
into which it gets each other or heating vacuum-forming equipment, and heating pressure-forming equipment, in a 
desired solid configuration. The crevice of a cavity mold is the completely same inside configuration as the crevice 
of the injection-molding metal mold 4 for carrying out injection molding of the desired mold goods mentioned later. 
The preform configuration of the insertion sheet 1 is made into the configuration which sticks and agrees in the 
inside configuration of the crevice of the iryection-molding metal mold mentioned later. Although heating 
temperature is based also on the quality of the material of the base material sheet of the insertion sheet 1, 150-180 
degrees C is suitable for it. A heating preform may be performed within the injection-molding metal mold 4. 
[0018] Next, cutting removal of the garbage is carried out as occasion demands. In order to carry out cutting 
removal of the garbage of the insertion sheet 1. the sliding cutting metal mold which ****s in the periphery of the 
heights of one [ the press cutting equipment which has a knife or a cutting cutting edge, and ] metal mold, and the 
periphery of the crevice of the metal mold of another side or heating cutting equipment, laser cutting equipment, 
etc. are good to use the cutting means of the usual resin sheet 

[0019] The heating preform of the insertion sheet 1 and cutting removal may perform whichever first. Or by using 
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preform press metal mold with a cutting cutting edge, it can also carry out to coincidence. 
[0020] Next, it equips with the insertion sheet 1 in the injection-molding metal mold 4 (refer to drawing 4 ), and 
melting resin 5 is injected for the injection-molding metal mold 4 in a mold closure meal and a cavity 40 (refer to 
drawing 5 ). It equips with the insertion sheet 1 in the injection-molding metal mold 4 so that melting resin may be 
injected at the pattern layer 1 3 side of the insertion sheet 1 . 

[0021] As melting resin 5, there are aery Ion itrile—styrene resin, acrylonitrile butadiene styrene resin, polycarbonate 
resin, polystyrene resin, acrylic resin, polyester resin, etc. 

[0022] When that (refer to drawing 1 ) to which the laminating of the low-temperature heat deformans resin layer 1 0 

and the elevated-temperature deformans resin layer 1 1 was carried out as a base material sheet of the insertion 

sheet 1 is used, only the low-temperature heat deformans resin layer 10 carries out heat deformation along with the 

minute irregularity 41 of the injection-molding metal mold 4 with the heat and pressure of melting resin 5. 

[0023] It is as follows when that (refer to drawing 2 ) to which the laminating of the high degree-of-hardness resin 

layer 20. the low-temperature heat deformans resin layer 10. and the elevated-temperature deformans resin layer 

1 1 was carried out as a base material sheet of the insertion sheet 1 is used. That is, when the difference of 

elevation of the irregularity of the minute irregularity 41 of the ir\iection-molding metal mold 4 is small, only the high 

degree-of-hardness resin layer 20 carries out heat deformation along with the minute irregularity 41 of the 

injection-molding metal mold 4. When the difference of elevation of the irregularity of the minute irregularity 41 is 

large, the high degree-of-hardness resin layer 20 and the low-temperature heat deformans resin layer 10 carry out 

heat deformation along with the minute irregularity 41 of the injection-molding metal mold 4. 

[0024] Finally, the mold aperture of the irijection-molding metal mold 4 is performed after cooling solidification of 

melting resin, and the insertion mold goods with which the front face of mold goods 50 was covered with the 

insertion sheet 1 are picked out from the injection-molding metal mold 4 (refer to drawing 6 ). 

[0025] 

[Example] 

The laminating of the polycarbonate resin film of 1 30-micrometer thickness was carried out to the acrylic rubber 
film of 50-micrometer thickness as an elevated-temperature heat deformans resin layer as an example 1 low- 
temperature heat deformans resin layer, and it considered as the base material sheet, and the pattern layer and the 
glue line were formed by silk screen printing at the polycarbonate resin film, and ink desiccation was compulsorily 
performed for 5 seconds at 11 0 degrees C. and it considered as the insertion sheet for preforms. Even if it carried 
out ink desiccation compulsorily. the pattern of a pattern layer was not distorted, did not go out, or did not carry out 
a location gap, but its dimensional stability was [ this insertion sheet for preforms ] good. 

[0026] It considered as the example 2 elevated-temperature heat deformans resin layer, and it carried out by 10- 
micrometer thickness as a low-temperature heat deformans resin layer, the laminating of the methylmetaacrylate 
resin of degree-of-hardness 2H was carried out to the acrylic rubber resin of 40-micrometer thickness by the co- 
extrusion as a high degree-of-hardness resin layer, and it considered as the base material sheet, and on the 
polycarbonate resin film front face, by printing, the pattern layer was formed and it considered as the insertion sheet 
for preforms at the polycarbonate resin film of 1 30-micrometer thickness. After carrying out a heating preform, 
attracting this insertion sheet for preforms at 150-180 degrees C, the injection-molding metal mold with which 
minute irregularity was formed in the field which forms a cavity was equipped, the melting resin which consists of 
acrylonitrile styrene was injected, and insertion mold goods were obtained. Even if it carried out ink desiccation 
compulsorily, the pattern of a pattern layer was not distorted, did not go out. or did not carry out a location gap, but 
its dimensional stability was [ this insertion sheet for preforms ] good. Formation of the minute irregularity at the 
time of injection molding was also good, and the obtained insertion mold goods also became the high thing of surface 
hardness. Moreover, the minute irregularity of injection-molding metal mold was finely formed in the high degree-of- 
hardness resin layer and the low-temperature heat deformans resin layer. 
[0027] 

[Function] In this invention, at the time of ink desiccation of the insertion sheet for preforms, since an elevated- 
temperature heat deformans resin layer controls heat deformation of a low-temperature heat deformans resin layer, 
the dimensional stability of the insertion sheet at the time of ink desiccation becomes good. Moreover, at the time 
of a preform, an elevated-temperature heat deformans resin layer also carries out heat deformation, and it deforms 
so that it may meet in the shape of [ of desired mold goods ] surface type. Moreover, at the time of melting resin 
injection, since a low-temperature heat deformans resin layer fiilly absorbs heat, even if the contact time of melting 
resin is an instant, it deforms well. 
[0028] 

[Effect of the Invention] Since this invention consists of said configuration and operation, the following effectiveness 
is acquired. That is. since the insertion sheet for preforms contains the elevated-temperature heat deformans resin 
layer as a configuration of a base material sheet, the dimensional stability at the time of ink desiccation of an 
insertion sheet becomes good. Therefore, the pattern of a pattern layer etc. is not distorted at the time of ink 
desiccation, it does not go out, or a location gap is not carried out. Consequently, since the expression of a pattern 
can also do the ink of thickness also with the thick ink of thin thickness, while being able to choose print processes 
freely, also in the case of a glue line [ a pattern layer or a glue line ] with a feeling of volume, it can be made to dry 
for a short time by elevated-temperature desiccation, and productive efficiency becomes good. 
[0029] Moreover, since the insertion sheet for preforms of this invention contains the low-temperature heat 
deformans resin layer as a base material sheet, it deforms well. Therefore, the minute irregularity of injection- 
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n abase material sheet front face. 



molding metal mold can form in abase material sheet front face. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2j¥*=¥* shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the sectional view showing one example of the insertion sheet of this invention. 
[Drawing 2] It is the sectional view showing one example of the insertion sheet of this invention. 
[Drawing 3] It is the sectional view showing one process of one example of the manufacture approach of the 
insertion mold goods of this invention. 

[Drawing 4] It is the sectional view showing one process of one example of the manufacture approach of the 
insertion mold goods of this invention. 

[Drawing 5] It is the sectional view showing one process of one example of the manufacture approach of the 
insertion mold goods of this invention. 

[Drawing 6] It is the sectional view showing the insertion mold goods obtained by the manufacture approach of the 
insertion mold goods this invention. 
[Description of Notations] 

I Insertion Sheet for Preforms 

10 Low-temperature Heat Deformans Resin Layer 

I I Elevated-Temperature Heat Deformans Resin Layer 

12 Pattern Layer 

13 Glue Line 

20 High Degree-of-Hardness Resin Layer 

4 Injection-Molding Metal Mold 

40 Cavity 

41 Minute Irregularity 

5 Melting Resin 
. 50 Mold Goods 



[Translation done.] 
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[0 0 13] <6jggfi^}ei46fBgg 1 0 irESilfi^ffJiiet 

[0 0 14] c(D«Wfl)-f hi/-hi(*. isa)!& 

^Ji?i4etsi)i 1 o±iz, <g;sf^^jfji±etBi)i 1 o cfc y t 

T-li V- ^ ;uA«lc/d: y i:: < use©!gL>8tBi 
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[0 0 15] h«»p°BfflSjS?&it$ift 
[0 0 16] *-r> SfrELfc:^U7:f-Affl-f h 

tiz, 4oii^fS.thm\zwmih4 Mim 

m) . »/h(Hii!b4 1 tii, mwj:i:X'^tiifS.m^mmm 
izmfS.t*\'tz'^mzfimt*ihwiho)ztX'&i>, 
[001 7] -tLT. &mtz^i)mmomi&s,(Ji^mm 

1*l3;ti5J;5IC'r>-9— hv-h 1 ^JtaHftZf A 
Cig8i:K*y^9tafiB^^-r'5)+-vt*7^-fS<tA^f> 

^Sgv- h ^filrli(Da:tt:^^ttl-fiE^■r•6^JDja:^U7;^- 
A*S$fflL^*^:J:^,^, 4rA'eT--cafl)iH«i*. fta-r 

■S ^SWfiEJ^S. ^ St ffifSffJ -f •5 fc «i>0i)tajliE»*ffi 4 O 
>-9— hv-Ha)Sftv-h(D«glCtJ:'5A<s 150 

~i8o°cA<jiaT-fcs. iam:^\y:p^-Aits mmmm 

*S4rt1?fToTt<fct^ 

[0 0 18] o^lc, i£^^lc.J:y^||6P^i-^«)BfKJ*-r 
-O-y— hv-hiro:f:^Si5^i'S«JB}H{*-r.5)lc 

[00 19] -r>+»— Hv-H (7)lJPgft:^^7;j--Ai: 
Bi ?3 # # :^ b 7 A b & M ^ ffl t ^ C i: I c Q 
[0 0 2 0] -oWiZ, -f h V- H SlttiJfiEJ^* 

^4i^i=s«L (ia4#gg) , nmmm^m^immtb 
+Yef--f 4 0rtici8»<»)!g5$staj-r« (E5# 
BS) o -fv-y— hv-hi<ojsffiJii 3ffli(-jg)a8}sg*< 

[002 1] jgu^ggstLTi*, T^^yp-hy^ux 

ss, 7Ky*-7t?^— Kttjsi, jKy7.^u>fflfli, r^y 
litmus. ni*jixT-)immi:i)^ir>^, 

(0 0 2 21 -O-y— h'>-H0!)»«5/-l-tLTfi 

iSi!&^}^ii^a§>B 1 o tis^^m^mmm i <!:a<8I@ 

$ih.f:t(D (g|1#fi) iSllli«li5a)IN} 
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[0023] -rv-y— hv-nrosffv-HtLTiii 
^^mfMrnzo. &=&m^!^ttmmm ^ o, ss^)^t£ 

(*. S®SmSI)i2 0i:<SjgilSSJK14^Sllgl OtA<. 
[0 0 2 4] ft&iz. ig||l8t8ga>;$as4b%. iittliRe)^ 

^^4<DM§g^^f7t\ fiEJ^p°o5 0©S®AW>-9— h 

j:yffiyiUf (1I6#^.) , 

[0025] 

immm] 

itSSS^flJttetSl^t Lri30ymJiCO/-K'j* 
l=J:oTlSlffil8. li«S$)^)ieu, 110%-e58MB1, 

fey, ttB-TiKLfcyii-f, ^itSSttA<fi»-Cfco 
[0026] Ilt6eil2 

'f>-9--hv-h<!: Lfc. Affl-O-y'- 
[0 0 2 71 
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[0 0 2 8] 

4r9£«l^lC^ffifli(D«fi54-if*<lA/«y, «l*tf=y, fiC 

[0029] $fc, ca)«B^<o:fu:7;j— Affl-fv-y— 
[Bliii<r>ffiJtl^<£t%M] 

[01] z(nn^<D^>^)—hi^-h(D-mmmi^ 

[02] C(»fEB^a)-<>-9— hv-F-fl)-|li6«i|^^ 

[04] zonfao-fya—bmm&o&^fs'^o- 
[05] ccD^B^ro-f KiEjga(o§i!jfi:^^o!)- 

IIJfi«?(D-IgS*-rBil50T-&§o 
[06] C<0»W<D-<>-9— hfitJgfiiCDSIjSl^aslC* 

[^#<DSiBJ] 

1 ^U7;*— Affl-rv-y— hv-t- 
1 0 eiSl!ftS)^ti«lig)| 

1 2 ^#il 

1 3 ^mn 

2 0 iiSlg^Bgl 

4 9tai)Sflj&s 

4 0 +Vt*-f-f 

4 1 m'ma 

5 0 
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